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(54) Method and apparatus for cutting continuously supplied material 


(57) There is described a method tor cutting contin- 
uously supplied material such as, for example, a strip, a 
round bar or other metal and non-metal products, 
intended in particular for production with high feeding 
speeds of the material. Cutting is performed by means 
of tj^ blades arranged along the ggiggtricgg of two 
counter-rotating drums (6, 7), that aSlhematerial act- 
ing on opposite sides thereof when, following to the 
rotation of the corresponding drums, they are positioned 
opposite to each other. By causing the drums (6, 7) to 
rotate with respective angular speeds of rotation which 
are different from one another, it is possible to phase- 


displace the position of the blades relative to each other 
and prevent them, after the material has been cut from 
returning into the cutting position during the rotations 
occurring immediately afterwards. 

The invention also comprises a shearing device (1) 
for implementing the method, in wherein a divider 
mechanism (3) with a gearing formed by two different 
toothed wheels (81, 82) allows the respective angular 
speeds of the drums (6. 7) to be obtained. 
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Description 

[0001] The present invention relates to the cutting of material supplied continuously at high speeds, as occurs, for 
example, in the iron and steel industry during the production of rolled metal strips with thin thicknesses, i.e. less than 
s 1 .5 mm. 

[0002] Before continuing further it should be pointed out that although for sake of brevity in this description reference 
will be made manly to flat metal rolled products (strips), the teaching of the invention must nevertheless be understood 
as being valid also in other fields where there are the same preconditions underlying it and which will emerge more 
clearly below. 

to [0003] Consequently the cutting method and the associated shearing apparatus for implementing it which form the 
subject of this invention, must be regarded as being applicable to both the hot and cold cutting not only of strips but also 
of metal products such as round bars, wire rods and bars in general, as well as to similar products made of other mate- 
rials: for example plastics. Furthermore, applications to the manufacturing process of paper or textile products in strip 
form, cannot be excluded. 

is [0004] More specifically, the invention relates to a cutting method according to what has been stated above, wherein 
a shearing device with rotating drums is used. 

[0005] These shearing devices are already known and are used in the processing of flat metal rolled products; they 
consist of two opposed and counter-rotating cylindrical drums, having parallel axes and being spaced from one another 
so as to leave the necessary space for the passage of a strip moved forwards between the two drums; in this connection 
20 it just needs to be pointed out that, for feeding the material to be cut means known per se generally located either 
upstream and downstream of the shearing device are provided. 

[0006] Along one or more of the generatrices of the cylinders which form these drums there is mounted a blade, the 
cutting edge thereof projects with respect to the remainder of the external surface of the corresponding drum: the cut- 
ting action is performed as a result of the meeting together, along the plane containing the axes of rotation of the neigfv 
25 bouring drums, of the respective blades when they find themselves opposed one another. 

[0007] In fact when the two blades meet during rotation of the drums, their cutting edges project with respect to the 
profile of the drums and come into contact with the strip advancing between the drums from opposite sides thereof, cut- 
ting it transversely. 

[0008] In the known shearing devices the drums are operated by means of a single driving motor with an annexed 
30 transmission system, generally called divider, so as to obtain the same angular speed of rotation; the peripheral speeds 
of the drums are moreover close to the strip feeding speed. 

[0009] It is therefore understandable that with an increase in these speeds, the difficulties related to the construction 
of the shearing devices also increase considerably. 

[001 0] In particular, the problems arise when the strip is supplied continuously, i.e. without interruption, at feed speeds 
35 greater than 10 m/s, for example 15-20 m/s, as occurs in the hot production of rolled strips with a thickness less than 
one millimetre. 

[001 1 ] It must be remembered, indeed, that when sections of strip material of a given length must be cut, it is neces- 
sary to prevent the blades of the drums from acting before the due time: in other words, since the blade at each rotation 
of the associated drum returns into the cutting position, it is necessary to ensure that this occurs only at the desired 

40 moment so as to separate a section of material of the desired length. 

[001 2] In order to achieve this result different solutions are possible which are nowadays used in the industrial activity. 
[0013] In slow machines for example, the drums remain mostly in a standstill condition and only at the moment of 
cutting they are activated for a fraction of a revolution: this occurs so that after cutting has been performed, the blades 
are brought out of interference following to the rotation of the drums through a sufficient angle; thereafter the drums are 

45 stopped and remain in a standby condition for the subsequent cutting. 

[0014] Another solution, which is adopted in the case of processing at higher speeds, consists in combining rotation 
of the drums with their displacement between a position close to the material to be cut and a position removed there- 
from. In these shearing devices, the drums are started in motion while they are located still far from the strip; only sub- 
sequently they are brought into the close position so as to allow the blades to act on the advancing strip. 

so [0015] In view of the high number of revolutions of the drums owing to the fact that their peripheral speed must be 
nearly the same as that of the strip, after each cut, however, it is necessary to move them away again since otherwise 
the blades could interfere unduly with the strip. 

[001 6] The known shearing devices summarised here, however, are not suitable to cope with the growth of the speed 
at which the material to be cut is supplied; it must be remembered indeed, that doubling this speed halves the time inter- 
55 val between two successive revolutions of the drums. 

[0017] Assuming a feed speed for the material equivalent to 20 m/s and operating with drums of 400 mm radius, the 
synchronism condition between the peripheral speeds of the latter and the aforementioned feed speed is reached with 
an angular speed of 477.46 rpm; this means that the drum performs a complete revolution every 0.1256 second. 
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[0018] With similar operating parameters, the construction of shearing devices according to the known art becomes 
excessively complex and costly so as to be basically impractical. 

[0019] Indeed, in these situations the various hydraulic and/or electromechanical apparatuses which control the 
movements of the drums, both in the case when they are moved away and close together or in the case they operate 
5 only intermittently, should have such performances as to require dimensions considerably larger than the usual stand- 
ards, with all the costs and the limitations in terms of reliability resulting therefrom. 

[0020] The technical problem underlying the present invention is therefore that of remedying this state of things: 
namely, it consists in devising a method for cutting material which is continuously supplied at high speeds, greater than 
10 m/s and for example at about 15-20 m/s, that can be implemented with a shearing device with counter-rotating 
10 drums having structural and operational characteristics such as to overcome the drawbacks mentioned abova 

[0021] This problem is solved by a method whose implementing stages are set form in the claims accompanying this 
description. 

[0022] The invention includes, moreover, a shearing device for carrying out the aforesaid method, which is also char- 
acterized in the annexed claims. 
is [0023] The invention as a whole will be better understood in the light of the detailed description which is now given 
and that relates to a preferred and non-exclusive embodiment thereof, depicted in the accompanying drawings wherein: 

Rg. 1 shows a front perspective view of a shearing device in accordance with the invention; 
Figures 2 and 3 are respective views, sectioned along the lines ll-ll and Ill-Ill in Figure 1, of the shearing device 
20 shown therein; ^*.></*, v m 

Rg. 4 shows in detail a gearing of the diy^r "mechanism relating to the shearing device of the preceding figures. 

[0024] With regard to the drawings, the reference 1 generally indicates a shearing device for cutting a rolled metal 
strip N. 

25 [0025] This device comprises a motor 2 downstream of which a divider mechanism 3 (referred to below briefly as 
"cfivideO is connected; the latter transmits at its output a rotary movement to a pair of shafts 4 and 5 having respectively 
mounted at their ends an upper drum 6 and a lower drum 7 (the first of which has been shown in cross-section in Rgure 
1 ) intended for cutting the strip N advancing along the shearing device. 

[0026] The drums 6 and 7 have an external diameter slightly different from one another and in this case the first drum 
30 is smaller than the second one. 

[0027] Apart from the scale aspects associated with their different dimensions, the two drums are structurally similar 
and therefore brief mention will be made for only one of them, it being understood that with regard to the other, refer- 
ence may be made to the description below. 

[0028] The drum 6 consists of a central axle 61 connected to the shaft 4 for its rotation, at the ends of which there are 
35 keyed two spacing devices 62 and 63; the latter are formed by a series of struts (see Rgures 2 and 3) diametrically 
opposed with respect to the hub on which they are mounted and supporting shims 65, 66 parallel to the generatrices of 
the drum. 

[0029] Outside the spacers and the aforementioned shims there is a cylindrical jacket 67 which forms the surface of 
the drum visfole from the outside; it can be seen that each shim 66 of the drum 6 and 7 has, mounted on it a blade 68. / , „ 

40 the cutting edge thereof projects slightly with respect to the cylindrical surface of the associated jacket. In this connec- r\(>'" *»±ti* c : 
tion it should be pointed out that, in the present invention, the blades of one or both drums may also be at a lower level 
with respect to the cylindrical profile of the associated drum. 

[0030] The drums 6 and 7 described above are supported by a general frame 70 visible in Rg. 1 , that stands above 
a base and is formed by a series of lateral uprights, cross-pieces, etc., in a manner known per se. 
45 [0031 ] The axle 61 of each drum is rotatably supported by two lever arms 71 which are pivotably hinged to the frame 
70; each arm is provided moreover with a toothing 73 which meshes with that of the opposed arm supporting the other 
drum. S€ 

[0032] In accordance with a preferred embodiment of the invention, the arms 71 that support the lower drum 7 are 
connected to a rod 74 (see Rg. 2) arranged from the top to the bottom with respect to the shearing device, by means 
so of a large pivot fixed onto the frame 70 and parallel to the axis of the drums (only the intersection outline of this pivot 
with the plane of the drawing in Rgs. 2 and 3 is visible); at the opposite end the rod 74 is connected to a crank 75 oscil- 
lating with respect to a cross-piece 76 of the frame 70, while a hydraulic actuator 77 is active at the connection point 
between rod and crank. ^Up *i 

[0033] In practice, the articulated system formed by the rod 74 and the crank 75 allows, depending on the state of 
55 activation of the actuator 77, a displacement of the hinging point of the two lever arms 71 associated with the lower 
drum 7 and hence a consequent oscillation thereof which causes displacement of the drum itself; owing to the engage- 
ment between the toothings 73, the oscillation of each arm 71 which supports the lower drum 7 is transmitted to the 
corresponding arm for the upper drum 6, thereby causing simultaneous and opposed displacement of the two drums. 
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[0034] Oscillation of the upper lever arms 71 takes place against the action of a spring 78 acting on the end of each 
arm opposite to the drum 6, so as to avoid the creation of play in the articulated kinematic system. 
[0035] In practice during the cutting operation, the drums are kept in a position close to one another in the configura- 
tion of Fig. 2, wherein the rod 74 is kept in alignment with the crank 75 by the actuator 77 and hence the lever arms 71 
s are locked; for opening the drums, on the other hand, the actuator 77 is moved such that the point of connection 
between the rod and the crank can be displaced by moving the lever arms 71 . 

[0036] Moreover, as regards operation of the drums, the following should be noted. The divider 3 contains inside it a 
gearing 80 consisting of a pair of targe modular toothed wheels 81 and 82, the former being associated to the upper 
drum 6 whilst the latter to the lower one 7, respectively by means of the shafts 4 and 5; furthermore, the wheel 81 
w receives the movement from the motor 2 to which it is connected and causes rotation of the wheel 82. that is then driven 

by it A a ;.^: C-\~<-*.: 

[0037] In thisexampletfte radius R1 of the pitch circumference and the number of teeth Z1 of the toothed wheel 81 , 
are respectively less than the corresponding radius R2 and number of teeth Z2 of the wheel 82, whilst the pitches P1 
andP2 of the teeth are the same; the wheels of Fig. 4 are a view, on a small scale, of a gearing wherein Z1=38and 
is Z2=40. 

[0038] Indicating the angular speeds of rotation of the two drums 6 and 7 respectively as ©1 and ©2, the directions 
thereof are indicated by the arrows in the figures and are obviously opposite to one another since the drums are coun- 
ter-rotating, and assuming for the sake of simplifying this explanation that such speeds are respectively the same in 
terms of modulus and direction of those of the toothed wheels 81 and 82 (i.e. that each drum is solid in rotation with the 
20 corresponding toothed wheel), it can be easily understood that with a divider configured in accordance with that just 
described, the aforementioned speeds will be different from one another during operation of the shearing device 
according to this invention. 

[0039] Indeed the transmission ratio V of the gearing, regarded as the ratio between ©1 and ©2, is equal to the 
inverted ratio of the number of teeth, i.e. Z2/Z1 , in accordance with the well-known formulae for which reference should 
2s be made to technical literature on the subject; in the light of what has been stated above in connection with the various 
parameters of the gearing, the drive wheel 81 and the upper drum 6 will therefore rotate at a higher number of revolu- 
tions than the driven wheel 82 and the lower drum 7. 

[0040] For sake of completeness of the description it should merely be pointed out here that, as can be deduced from 
the drawings, the diameters of the drums and their position relative to each other are such that they have the same 
30 peripheral speed (he. the product of the angular speed of rotation © with the radius r of the drum) although they rotate 
at a different number of revolutions from one another; this in order to obtain conditions of synchronism between the 
peripheral speed of both of them and the feed speed of the strip N to be cut. 
[0041 ] Cutting of the latter by the shearing device described above is performed as follows. 

[0042] The strip is continuously supplied at high speeds by means known per se which will therefore not be consid- 
3s ered in detail here; it should merely be noted that Fig. 3 shows the profile of three rollers provided for this purpose and 
arranged downstream of the cutting zone of the shearing device. 

[0043] At the same time the drums 6 and 7 are brought into rotation at the respective speeds ©1 and ©2 by the motor 
2 and the divider 3; this is performed with the drums in the position distant from the cutting zone (as in Fig. 3). 
[0044] Just before the blades 68 assume the reciprocal position required for cutting, as will emerge more clearly 

40 below, the rollers are moved towards the strip N, by activating the actuator 77. 

[0045] In this situation the blades 68, rotating at respective constant angular speeds a>1 and a>2 which differ from each 
other and correspond to those of the associated drums, reach the condition where they are located opposite one 
another (as in Fig. 2) in the plane which contains the axes of rotation of the drums: at this point the cutting edge of the 
blades comes into contact with the strip N which is then cut in a manner similar to what happens in traditional shears. 

45 [0046] After cutting, the drums are moved away from each other while continuing to rotate; this movement away may 
be performed over a sufficiently length of time to avoid the drawbacks mentioned above, even though processing is per- 
formed with high feeding speeds of the strip. 

[0047] Indeed, since the two blades 68 rotate at angular speeds <d1 and ©2 different from each other, in the revolution 
immediately after that during which cutting occurred, they will be no longer in opposed position since meantime the rota- 
so tion of the drums 6 and 7 will be different: thus in the example shown here wherein ©1> ©2, during the revolution imme- 
diately after the cutting, the blade of the upper drum 6 will be slightly in advance with respect to the blade of the lower 
drum 7. 

[0048] Owing to this phase-displacernent in the position of the two blades, which gradually increases during the sub- 
sequent rotations, said blades do not interfere with the advancing strip immediately after cutting; obviously the degree 
55 of phase-displacement in question may vary from case to case, depending on the various operational parameters of the 
shearing device and production, such as for example the type and the material of the product to be cut, its thickness, 
the feed speed with which it is supplied, the type of blade used, the diameter of the drums, as well as the number of 
revolutions per minute, and so on. 
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[0049] It should be pointed out also that after a certain number of revolutions of the drums 6 and 7, the two blades 
return into the condition facing each other wherein they can perform cutting again; this number of revolutions depends 
on the two speeds ©1 and co2 of the drums and therefore, in this case, on the transmission ratio which characterizes 
the gearing 80 of the divider 3. 

5 [0050] tn other words, the abovementioned phase-displacement of one blade with respect to the other due to the fact 
that col > co2, accumulates with each revolution until after a certain number of revolutions, and hence of meshing teeth 
of the gearing 80, the two blades are again opposed in alignment with each other. 

[0051] If Zp indicates the lowest common multiple between the number of teeth Z1 and Z2 of the toothed wheels 81 
and 82, whilst N1 and N2 indicate the number of rotations of each wheel after which their blades return opposed to one 
10 another, it is possible to write: 

N1 = Zp/Z1 for the toothed wheel 81 and the drum 6; 
N2 - Zp/Z2 for the toothed wheel 82 and the drum 7. 

15 

[0052] From what has been stated hitherto, rt can thus be understood how the shearing device of this invention allows 
the technical problem forming the basis thereof to be solved. 

[0053] Owing to the operation of the two drums 6 and 7 at respective angular speeds of rotation col and co2 different 
from one another, it is possible to prevent the blades from reassuming the mutually aligned condition required for cutting 
20 the strip at each revolution of the drums, as instead occurs in the shearing devices of the known art wherein the drums 
rotate in synchronism, i.e. at the same speed; this fact prevents the blades from interfering with the strip after cutting 
while the drums are moved away from H. 

[0054] The movement away of the drums may therefore be performed over relatively long periods of time compared 
to those which would be necessary in the case, for the same feeding speed of the material to be cut, a shearing device 
25 is used having drums rotating in synchronism, as it occurs in the present state of the art 

[0055] The result of this feet is that the various hydraulic and/or electromechanical means which, in the shearing 
device according to the present invention serve to actuate and move the cutting drums, must not be overdimenstoned 
with all the negative effects which have already been explained. 

[0056] Moreover, by choosing a suitable ratio between the speeds a>1 and cd2 of rotation of the drums, it is possible 
30 to ensure that the time interval after which the blades of the drums reassume the condition ready for cutting is so long 
as to allow the blades to be easily brought close to the material passing through the shearing device; in the case herein 
described, this interval may be easily determined on the basis of the relationships indicated above with regard to the 
toothed wheels of the gearing. 

[0057] Obviously variations of the invention departing from the example thereof given above should not be excluded. 
35 [0058] A first possible change which appears to be fairly evident at first sight consists in replacing the single motor 2 
and the divider 3 with two separate motors, each of which is intended for driving a respective drum with a number of 
revolutions different from that of the other drum, thus obtaining the same result of having two separate speeds of rota- 
tion a>1 and o2 with the effects arising therefrom and already explained. 

[0059] Furthermore, should it be used in any case only a single motor associated with a divider mechanism according 
. 40 to the functional arrangement considered above, it can be easily understood that there are many possible mechanical 
solutions other than that previously described, which persons skilled in the art may easily devise. 
[0060] More generally, it can be stated that the divider wherein two different toothed wheels are used in order to obtain . 
a transmission ratio which is not unitary, is particularly advantageous because it is simple to provide and hence without 
additional costs with respect to the dividers currently in use, wherein pairs of twin toothed wheels are applied; it is how- 
45 ever obvious that in order to have downstream of the motor two shafts rotating at different speeds, various divider sys- 
tems which obtain the same result may be envisaged. 

[0061 ] Moreover it is just to be specified that although the method and the shearing device according to the invention 
have been devised and are indicated in particular for the cutting of materials moving with high speed, they may however 
be applied as well in the context of production processes performed at lower speeds. 
so [0062] It also cannot be excluded that shearing devices according to the teaching resulting from what has been 
described heretofore, may be provided with drums having two or more blades instead of the single one considered pre- 
viously; for example, on the periphery of a drum there might be two blades in a diametrically opposite position or a 
greater number of them located uniformly or even irregularly. 

[0063] Finally, the mechanisms for dosing and opening the drums may also differ from that described in the example, 
55 i.a the articulated system consisting of the rod 74, the crank 75, the actuator 77 and the spring 80, with the associated 
pins and connecting cross-pieces. 

[0064] Similarly, the drums could also be supported differently from the oscillating arms and their structure could also 
be subject to changes or be adapted to each situation, depending on the various possible purposes which the shearing 
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device according to the invention may have, as mentioned at the beginning 

[0065] Ail these and other possible variants nevertheless fall within the scope of the following claims. 
Claims 

2. Method according to Claim 1. wherein the drums (6. 7) are moved away from the material after cutting 


6. 

25 7. 
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SO 


Method according to any of the preceding claims, wherein the material to be cut is a metal strip 


9. 

35 
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